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Prelimiharyremarks: 

A double vertical line (ID in the margindenotesrnodific:ations 
introduced on the date shown at the footO·f the page. 

Enforcement of thi!'.i I~aflet isgbverlled by the provision~ lIsted 
under IIAppllcatlohHat the £!r1d of this documenL 
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This leaflet forms part ota. series which also includes: 

Leaflet 897-12 

Leaflet 897-13 

Technical specification for the approva.l of 
a procedure for arc~welding on steels 

Technical$pecirication for the quality 
control of welded joints on rOiling stock in 
steel 
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1.., Purpose 

Thi$ leaflet defines the approval conditions fortheprodedLire 
descriptibnuse<1 fot manufacturing test assemblies and sub­
assi:!mblies .. 

The procedure for manufacturingtesta!?sem.blies aod $tJb­
assemblieS must be approved according toth~ provisions of 
this leaflet 

Or'lce a welding procedure has been. approved,it may be used 
in manufacture. 

Any. manuhlCturirig il'reg.ularitY noted in production maybe 
confirmed under the provisions Cif thisleafle1. 

2 - Testjoints 

2.1 ~ Definition 

A test jointsh<ill be an assembly including welded areas 
sLibjectto large forces and/or to be executed under extremely 
difficult conditions (e.g. in termS of accessJbility), 

Such a test joint is referrecj to as a. umock-upil . 

It is the responsibilityofthedustomet railway to request the 
production of test joints; 

2.2 -Pr~p~rationoft~st JoInts 

Test joints must be prepared in accordance: with the 
provisions ofUIC Leaf/sta97;; 1:3. 
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2.3 - Executlcinof test Joints 

Test joints shall be executed intha presence of a 
representative of the customer railway; 

Weld test joints mU$tbep(oducedu~ihgapproved welding 
processes as per UIC Leaflet 897~ 12 fbrcless Band C weids. 

The materials used and their thicknesses sha.!! be the same as 
those to be used in the actualassembHes, 

The prfilparationanclprotectlon of surfaces before or during 
welding and bevelling p(OCeSS9$ shall be carried out as 
presoribedfbreach part. 

Welding must be carried out. in accordance with the welding 
provisions contained in point3Acif UICLeaflet 897- 1,3_ 
However,> the use of final production mock-ups is 
recommendatory rather than mandatory: 

Wel(j test joints must be produced using identical welding 
equipiTlentand in aCcon:tance with the same operating 
conditions as fqraqtualmanufacture (Weldingprocess, filler 
product, position, parameters, etc.)_ 

For each type of weld, welding must be halted and resumed 
once af an ideritifiedpoirit. 

If the difference between the maximum and mInimum 
dHtlension5for lengths and root edges of weld preparations 
prescribed by the builder exceeds 1110 of the thioknessOf the 
thinnest component in the assembly, it will be carried out on 
the test joint in Order to obtain Inane area the minimum 
length and the maximum root edge and in another area the 
maxirnumlength and minimum root edge. These areas may be 
situeltedOnseparate welds but they mm;t inglude the tacking 
prescribed for theaciual manufacture Of the parts. 
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Heat treatment; where prescribed,shallbe carried out on the 
test joint tinder the same conditions as far manufacture . 
before any control samples are removed. 

2.4 -Examinations and Inspec.tions orttest Joints 

The nurriber and types of examinations and inspections to be 
c arried out on the test joint are given in the following table. 
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